INSTRUCTION MANUAL FOR MIG WELDERS

=== I
GEMERALTIES — Gut the wire end with a wall sharpenad tool,
This booklet is meant to instruct the user on the correct utilization of the ~ — Rel2ase the Wire. pressing Lini (o, Sl'p.i'h'.‘-'l il the fole (A), pass
walder. it on the roller {B), and inserl it at least 10 inches in the sheath (C). Fasten
The welder vou have bought has been simplified 50 as lo be servigeable e unit (D) making sure the wire slaysin the graove of the wire slide roller,
and easy 10 Operate. — Always ensure that the wire dismetre fits the race on the wire slide roller
It can weld mild sles!, stainless steal and aluminium, and the hale in the current nozzle,

Prepare the mask as shown in figure 3.
INSTALLATION
Assernile the parts supplisd with the welder as shown in Fig. 1.
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Fig. 3

— Connect the hase coming out from the rear panel to the cylinder flow-

meter.

— MAKE SURE THAT LINE WVOLTAGE CORRESPOMDS TO THAT SHOWN

OM WELDER PLATE.

The conneclion voltage can be changed on the threephase machine vy

follawing the instructions in figure 4.

N.B. TO REACH THE VOLTAGE CHANGER REMCVE THE FIXED HOUS-

MG [0

J IMPORTANT: BEFORE CHAMGIMG YOLTAGE MAKE SURE THAT THE

- MACHIME 15 MO MORE COMMECTED T THE WAINS,

Fig. 1 — ENSURE THAT CURRENT SOCKET IS EQUIPPED WITH AN EFFICIENT
: EARTH PLATE, THEM COMMECT POWER CABLE.

b

Remove the side cover (5) and extract the torch (49) and the welding mask.
Ingtall the terch By fitting it inle the attachmem on the front panal (3.
Insert the wire in the reduction unit {11) as well as in the torch, according
to the Tolowing steps:
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Install the welder 20 as to alow free air circulation o avoid obstructions
due to metal or pant powders.

THE MACHINE 1S READY TO WELD

~ Connect the earth clamp (38) to the workpisoe.
— Zet the luminaus switch (51) in OM position,
— Remave the tapsr gas nozgle (45) by rotating it CLOCKWISE,
— Remaove the current nozzle (44).
Fress the torch button and release it when the wire comes oul approx.
& inches from the torch (49).
DO MOT BRIMNG TORCH CLOSE TQ FACE WHILE THE WIRE IS COM-
MG OUT.
— Sorew current nozzle (44} ensurning that hale diameter suits the wirg wsed,
— Insert the gas nozzle (45) oy ratating it CLOCKWISE,
— Secrew open the gas cylinder and sef the dlowmeter at approx. 21 CFH,

CONTINUOUS MILD-STEEL WELDING

ThG ARGOM +28% CO2 or 100%0 CO2 can be usad for mild steel welding.
Setthe knob (50) on scontinuouss then adjust the welding voltage through
the cammutator {12) knob,

— Approach point 1o be welded and prass the torch push Dutton,

— Act on the potentiometer knoby until the welding noise is constant and
continuQus.

I speed is too high, the wire tends to get stuck on the workpiece which
makes [he torch bounce back, T speed 15 oo low, the wire melts irregular-
ly or glse the arc switches off.

Ses figure 5 for carrect torch inclination.

SPOT WELDING

For spat welding, replace the gas-weld nozzle with the special spot-weld
nozzle, Exert enough pressure with the torch to zchieve a good junction
of metal sheels,

This can be obtained by positicning the knob an SPOT TIME and adjust-
ing the spat-welding time through the knob.

ATTEMTION: Metal shests will have to be pertectly clean.

STAINLESS STEEL WELDING

The welder will be arranged as for mild-sleel welding excepl for following
changes:

— Stainless steel wire roll compatibie with composition of steel to De weldad,
— Cylinder containing a mixture of 75% ARGOM+ 25% CO2 or 98%
ARGOMN + 230 02 (recommendsd mixture).

NOTE: RBecommendead torch inclination and walding direction arg shown
in figure 3,

Fig. 5

ALUMIMNIUM WELDING

The following is required for aluminium welding:

1. 1008 ARGOM as welding protection gas.

2. & 1orch wire of composition suitable for the basic material to be welded.
— Far ALUMAN welding wire 3+ 3% silicon.

— For ANTICORODAL welding wire 3+ 5% silican.

— For PERALUMAN welding wire 5% magnesium

— For ERGAL welding wire 5% magnasium.

3 A lorch prepared for gluminiom welding.

— T you anly have a torch for stesl wires, the same shall be modified in
the following way:

a) Make sure thal length of torch cable does not excesd 118 inches (it is
adviszble not to use longer torches).

o) Remave the brass sheath-holding nut (48], the gas- (45) and the current
(da) nozzles, then aslip the sheath off (46).

c} Insart the teflon sheath for aluminium and ensure it protrudes from both
ends.

d} Screw the current nozzle o that the sheath adhares to it

&) Inzer the sheath holding nipole, the O ring in the fres end of the sheath
and secure with the nut withaul tghiening too much.

fy Slip the brass tube on the sheath and insert both into the adapter (after
removing the iron tube which was fitted inside the adaptor).

ap Cut the sheath dizgenally so that it stays as close as possibls to the wire
slide raller.

SETTING UP OF THE WELDER

Uze g wire slide roller having a race with diameter larger than the diameter
of the wire you are going to use (E. g. for wire dia. 0.035 inches, use a
race for dia, 0.045 inches).

— Adjust pressure of the wirg helding unit (o the minimum but sufficiently
to allow gliding, To check this, manually stop the wire coming out from the
tarch and ensure that the wire slide roller, still running, does not tangle or
break the wire but slides on i,

— Connact the earth pincers directly 1o the workpiece.

— Mzke sure that workpiece iz well cleaned and non-oxidized.

— Touch the workpiece with the wire fip and press the torch push button,

CAUTIONS

— keep the torch cable as straight as possible.

— Ensurg that gas delivery iz 21 CHR/minute.

— Note: In poor ventilated rooms a gas delivery of 15 CHFminute can
be used.

— Do nat start welding again with a oo large drop at the tip of the wire.
— Should you notice alurminium chips near the reduction unit, check if sharp
shavings have formed on the wire guides or on the roller; remove them,
if ary,

— Use good quality wires.

INSTRUCTIONS FOR REPLACEMENT OF WIRE REEL

Turn the welder off: switch {31) in OFF postion.

— Remove the mobile cover (5).

— Cut the wire end coming out fram the current nozzle with a well shar-
pamad tool.

— Release the wire pressing unit,

— Wind the wire by rotating the res! anticlockwise

— Laok the wirg end in the side haole of the spool.

— Laoosen the knaty (8], remove the carrier (8) and replace the reel,
Mate: The resl carier can be fited both with the 8 inches (10 LB) dia. reels
and the 11 1316 inches (20 LB) dia. resl

Fagition part (3 on the side suitable for the reel to be used.

MAINTEMAMNCE

Attention: Disconnect the welder power supply cable from the mains ori-
or to any ingpection 10 the machine,

— The transformer and the rectifier plates should be pericdically cleanad
of any dust or foreign bodies using a dry and clean air jel.

— The races on the wirg slide roller should be periodically clesned. Do
nat use abrasive ol such as files or grinding whesls. When reinstalling
the roller ensure that race is aligned to the wire and carresponds to the
diameter of the wire used,

- The inside of gas nozzle should be kept constantly clean =0 as to aveid
me:all bridges causad by spalters between the gas nozzle and the current
nozzle,

— Make sura that the current-nozzle aullel has not become excessively
wicle; if 80, replace i,

— The shesth fitted inside the torch should be percdically removed and
wasnad with degreasing solvents,

— For no reason the torsch should Be banged or suifer shooks,




TROUBLESHOOTING 3 Wire slide roller with too | Replace the raller.
Mo wire feed or - | large race.
regular feed. : - T
Trouble Fossible cause Rermedy Obstructed orclogged | Extract the sheath and
_ e sheath. clean it,
1} One phase missing | Check  the  (hres : y T
Lirnited current jonly on thresphase | phases of the supply The wire prelss'ng roller | Screw it tight.
supply machines). lire andicor the contacts iz not cormaletely tight-
of the remote control cies :
switch, A 'I_'he winder clutch istoo | Loosen the cluich
e fise BTt Gl Replace the fuse. tight. through the adjusiment. )
'|l.'.l||:-|:::||-|g connection on ':::h@:k connectlions on T:'IE r-f:udffﬂl'lt nozzle is HEF}I'ECE it.
the terminal toard. the 1_1_errr|inal buard ac- clogged.
corcing to the diagram 4} Wrong diameter of cur- | Replace it
on the welder plate. The wire jams of rent nozzle,
Rectifier dicde or di- | Replace the ractifier, tangles belween Misalignement of the | Align it
ades burnt cut the rollers and the roller r )
sHainths : __ torch infeed wire bl
Locse torch or earth | Tighten all connections guide. Obstructed or clogged | Extract the shesth and
cunn_e_cl_uons. | sheath. clean i,
Welding-adjustment | Replace the commu- 5] Insufiicient protection | Increase gas delivery,
cammutater with an ir- | tator Porasity in the gas.
regulzr contact. B2, | . AL
~ | _3 o = s = Air suction fromm gas | Check sl pipe conneg-
2 : Wrong adjustrment of | Find  the correct connections, ticns,
Walding with a lot the welding paramstres through the

of spatter. parametres,

welding-voltage  com.
mutatcr and throuth the
potentiometer for ad-
justment of the wire
speed.

Irreqular wire feed.

See paragraph 4

Lirited current supghy,

The edges to bhe wel
cad are excassivaly o-

| idized.

Throughtly clean the
adges with a metal
Brush.

The..gas nozzle is part-
Iy or fully clegaed by
spatter,

Femove and clean it or
replace it paying atten-
tions not 1o clog the gas

i autlets.

See paragraph 1

Insufficient earth con-
nections.

Check effciency of cone

2 af overload.
naziions,

Attention The machineg is provided with a thermestat which tips in case

Wait & few rminutes after it has ripped o allow the generator to cool down.




